mmmmm 
(43) m&'j±ma 

2005 ^5^ 6 0 (06.05,2005) 




PCT 



(io) mtmi 
WO 2005/040639 



Al 



(5D BRmitasr: 

41/28, B23K 1/00, C21D 9/00 



(21) HlSffimS^: 

(22) HiSttiSIS: 

(25) mm&momm: 

(26) fflEg4>PJ<7)ffI§: 

(30) gfcffi^-*: 

♦#812003-369296 



F16H 45/02, 



PCT/JP2004/014195 



2004 *£9 ft 29 5 (29.09.2004) 



2003 ^10 ft 29 S (29.10.2003) JP 

(7i) mm^(*mzm<±x<D&i£miz'D^T): 

ai^irf-f (EXEDY CORPORATION) [JP/JP]; T 
5728570 *EJftigSJIlTrT*eB5Lg 1THf1^ 

Osaka (JP). 



(72) #§Bjj# ; fccfcLf 

(75) «B^#/a|ffiA (*HfCOLxT<D^): *tB ft 

(MURATA, Ikuo) [JP/JP]; t 5720019 *HEJS&1IJII rfi 
= #^BT3 0-6-4 0 6 Osaka (JP). 

(74) ft ?I A: >M? £ . *f(ONO, Yukio et al.); T 

5300054 ^BSiS^ISmdtEffiSWl Tl 4f 1 9# 

I*5I?£>£A Osaka (JP). 

(si) t^mmTFCDtei^mv . ±-c<&a§icDgft«sa< 

pTEgJ: AE, AG, AL, AM, AT, AU, AZ, BA, BB, BG, BR, 
BW, BY, BZ, CA, CH, CN, CO, CR, CU, CZ, DE, DK, DM, 
DZ, EC, EE, EG, ES, FI, GB, GD, GE, GH, GM, HR, HU, 
ID, IL, IN, IS, KE, KG, KP, KR, KZ, LC, LK, LR, LS, LT, 
LU, LV, MA, MD, MG, MK, MN, MW, MX, MZ, NA, NI, 
NO, NZ, OM, PG, PH, PL, PT, RO, RU, SC, SD, SE, SG, 
SK, SL, SY, TJ, TM, TN, TR, TT, TZ, UA, UG, US, UZ, 
VC, VN, YU, ZA, ZM, ZW. 



(54) Tide: METHOD OF MANUFACTURING ROTATING BODY OF TORQUE CONVERTER AND ROTATING BODY OF 
TORQUE CONVERTER MANUFACTURED BY THE MANUFACTURING METHOD 



(54) S£BJj<&*lfr: 



102 




ON 



100... TEMPERATURE (°C) 
101. ..MACHINING TIME (MIN) 

102 . START OF BRAZING 

103 . .UNIFORM COOLING 
104. .15 MIN 



101 

105.. .20 MIN 

106.. .HARDENING TEMPERATURE 
107.. .HARDENING 
108. ..30 MIN 
109.. .60 MIN 



109 



[Ml 



If} (57) Abstract: A method of manufacturing a rotating body (10) of a torque converter (1) capable of reducing cost for manufacturing 
the rotating body of the torque converter. The rotating body (10) comprises the turbine shell (11) of the torque converter (1), a 
plurality of turbine blades (13) fixed to the inner surface (1 la) of the turbine shell (11), and the driven plate (25) of a lockup device 
(7) fixed to the rear face (1 lb) of the turbine shell (11). The manufacturing method for the rotating body (10) comprises a first step, 
a second step, and a third step. In the first step, the driven plate (25) is fixed to the turbine shell 
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(11). In the second step, the turbine shell (11) and the plurality of turbine blades (13) are heated and the plurality of turbine blades 
(13) are fixedly brazed to the turbine shell (11). In the third step, for hardening, the rotating body (10) is rapidly cooled after heat 
treatment in the second step. 
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